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Edge and Face Gluing
User Guide
Edge or face gluing of solid lumber stock can present a unique challenge for adhesives.  The adhesive must be rigid enough to withstand the applied stresses found under variable service conditions.  Additionally, properly prepared adhesive joints are very important to successful gluing.

Spread

Generally, 200 grams per square meter of glue line is adequate.  Conveyorized spreaders are commonly used in this application.  The use of a wool felt sleeve on the spreader roll can aid in obtaining a desirable spread and reducing excess glue usage.

Stock Preparation

The preparation of the stock to be glued is extremely important.  Joints cut from rip saws should be free of saw marks.  They should also be straight and square.  Moulded or jointed stock should be free of knife marks.  Glazed or burnished joints will prevent adhesive penetration and should be guarded against.  When possible, glue joints should be prepared and glued the same day.

Moisture Content

Eight to ten percent is the recommended moisture content for the gluing stock.  High moisture content will dramatically increase the clamp time needed.  Additionally, panel shrinkage may occur resulting in stress cracks or end joint delamination.

Pressure

Pressure is dependent upon the species or material to be glued and joint preparation.  Direct contact of the gluing surfaces must be made to obtain maximum strength.  

Recommended Clamping Pressures

	Density
	Clamping pressure
	Example

	Low density wood species
	      7 – 10 kg/cm²
	Pine

	Medium density species
	9 – 13 kg/cm²
	Rubber wood

	High density species
	13 – 18 kg/cm²
	Oak, birch


The use of a compressometer will aid in accurately measuring the amount of pressure being applied to the gluing area.

Minimum Temperature

Curing temperatures should be higher than the minimum use temperature of the adhesive.  This includes the temperature of the stock to be glued, as well as the air and adhesive temperature.

Clamp Time

Clamp time is dependent on the adhesive used, species, moisture content, environmental factors and glue line thickness.  Clamp times can vary from one-half-hour to several hours.  Clamp times should be determined under plant conditions.

Edge and Face Gluing

Trouble Shooting Guide

	Problem
	Possible Cause
	Recommendation

	Weak joints with little or no 

wood failure
	Poor stock machining
	Check for mechanical malfunction

Check adjustment of equipment

Make sure blades are sharp.

	
	
	

	
	Burnished surfaces
	Increase feed rate on moulder/jointer.

Sharpen or replace cutter blades.

	
	
	

	
	Undercured or frosted joints
	

	
	1)     Low  temperature
	Raise plant and stock temperatures.

	
	2)     Short clamp time
	Increase clamp time.

	
	3)     High moisture content
	6-8% moisture content recommended.

	
	4)     Thick glue lines
	Check part fit.

	
	
	Increase clamp pressure.

	
	
	

	Splits and/or open joints on 

ends of panels
	High moisture content
	6-8% moisture content recommended.

	
	
	

	
	Dry conditions in plant
	30% minimum relative humidity Use end sealer.

	
	
	

	Wood failure only over part 

of surface
	Uneven Pressure:
	

	
	1)  Pressure applied to top or bottom only
	Apply pressure to top and bottom.



	
	2)
Improper clamp spacing
	Apply pressure near ends and 8-12" apart.

	
	3) Machining
	Make sure surfaces are flat and square..

	
	Uneven glue application
	Coverage must be even over entire surface.

	
	
	

	Weak joints with wood failure 

along glue line
	Grit of abrasive too coarse
	60 grit or higher recommended.



	
	Dull saw blades
	Sharpen blades.

	
	
	

	Black glue lines
	Iron contamination in adhesive
	Isolate and eliminate contact source of wet adhesive with iron or steel.

	
	
	

	Brilliant white on glue squeeze-out and/or glue line
	Chalking caused by low temperatures
	Raise temperature of plant, wood and adhesive above minimum use temperature of adhesive.
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Every endeavour has been made to ensure that the information contained in this data sheet is reliable and of assistance to the user, but we cannot accept responsibility for any loss, injury or damage which may result from its use or misuse.
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